What is claimed is: 
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1. A method of producing a body ply material fc 
pneumatic tire, comprising the steps of: 

manufacturing a ribbon (39) of a predetermined width 
(E) dimension in the form of a cord having y6 rubber 
covering applied thereto; 

spirally winding said ribbon (39) oA an outer 
peripheral surface of a drum (35, 36) , /and bonding lateral 
edges of said ribbon to each other toyrnanuf acture a 
wrapper (40) ; 

setting a peripheral length (lY) dimension of the 
outer peripheral surface of said arum (35, 36) to the same 
as or integral multip^s of a wi/Jth (W) dimension of body 
ply materials (4 6A/ 4/6B) for usyfe in a tire; and 

setting a wd/nda/ig length /(L) in a drum longitudinal 



direction of s 
(LI) of said b 
tire . 




(4y) equal to a length dimension 
erfals (46A, 46B) for use in a 
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2. The method of producing a body ply material for a 
pneumatic tire according to claim 1, wherein after the 
step of manufacturing /the wrapper, said wrapper on one 
drum is cut at one lofcation in the longitudinal direction 
of the drum to produce a body ply material for one tire. 



3. The method of yproducing a body ply material for a 
pneumatic tire according to claim 2, wherein said wrappers 
on a plurality of drums different in the peripheral length 
30 (M) dimension qre cut at one location in the longitudinal 
directions of /said drums, respectively, to produce two 
body ply mat^ials different in width dimension for use in 
one tire. 
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4 . The method of producing a body ply material for a 
pneumatic tire according to claim 1, whereipf after the 
step of manufacturing a wrapper, said wrapper on one drum 
is cut at two locations in the longitudinal direction of 
said drum to produce two body ply materials for use in one 
tire - 



5. The method of producing a body p^y material for a 
pneumatic tire according to claim 4/ wherein said wrapper 
is cut at two locations such that ytwo body ply material 
differs in the widt>f/(W) dimensiq^n from each other, 



6 . The method o' 
pneumatic tir^^a 
of the ribbon w 
the longituqin^l 




oducing a bbdy ply material for a 
ding to c/aim 1, wherein a finish end 
tjie djfum is cut at a right angle to 
tion 6f the ribbon. 



7- The method of producing a body ply material for a 
pneumatic tire according/to any one of claims 2 to 5, 
wherein said wrapper is/cut along a gentle curve which is 
substantially orthogonal to the longitudinal direction of 
the ribbon wound on said drum. 

8. The method of pm)ducing a body ply material for a 
pneumatic tire according to claim 7, wherein said wrapper 
is cut along said /gentle curve which passes a winding 
start end and a Winding finish end of the ribbon. 



9. A device for producing a body ply material for a 
pneumatic tire/ comprising: 

a ribbon ^lanuf acturing device for manufacturing a 
ribbon (39) a predetermined width (E) dimension in the 
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form of a cord having a rubber covering appliecr thereto; 

a ribbon winding mechanism (38) for spirally winding 
sid ribbon (39) on an outer peripheral surf^e of a drum 
(35, 36) ; and 

a bonding mechanism (127, 128, 129) ^or bonding 
lateral edges of the ribbon to manufactu/e a wrapper (40) , 

wherein a peripheral length (M) dimension of the 
outer peripheral surface of said drums /(35, 36) is set to 
the same as or integral multiples of a width (W) dimension 
of body ply materials (46A, 46B) for/use in a tire; and 

a winding length (L) in a drum/longitudinal direction 
of said wrapper (4 0) is set equal to a length dimension 
(LI) of said body ply materials (y46A, 46B) for use in a 
tire. 




10. The device / or /pjroducing a body ply material for a 
tire according /to /zl^lm 9, comprising a wrapper cutting 
mechanism (44)/ fc/r cuVtijig^ s4id wrapper (40) along a 
gentle curve wfTich is subst/antially orthogonal to the 
longitudinal direction of /the ribbon to form body ply 
materials (46A, 46B) of ^ predetermined width (W) 
dimension . 



11. The device for producing a body ply material for a 
25 tire according to cl^im 10, wherein said ribbon winding 
mechanism (38) compr/Lses a ribbon winding guide (120) 
corresponding to thk drums (35, 36) rotatably supported by 
frames (32, 33), and a relative movement mechanism (113, 
114, 115, ...) for relatively moving said drums (35, 36) 
30 and said ribbon winding guide (120) in an axial direction 
of the drums at /a predetermined feed speed. 



12. The devicg for producing a body ply material for a 
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tire according to claim 10 or 11, wherein start end 
holding mechanisms (35a, 36a) capable of hcslding a winding 
start end of the ribbon are provided for yche drums (35, 
36) . 
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13. The device for producing a body pfly material for a 
tire according to claim 10 or 11, wherein said ribbon 
winding mechanism (38) comprises a yribbon cutting 
mechanism (141, 142, 143, 144) foy cutting a winding 

10 finish end of the ribbon wound oi^ the drum. 

14. The device for ^producing A body ply material for a 
pneumatic tire aco^rding to cmy one of claims 10 to 13, 
wherein said wrapper cuttin(5/ mechanism (44) comprises a 

15 cutter (159) d/spfosed corrd'sponding to said drums (35, 36) 
for movement s/i/iio contacjL with and away from the drums, 
and a moving Wecl ^nx^ itC (/54, 155, 156, ...) for moving 
said cutter (159) along/ a gentle curve which is 
substantially orthogor^l to the longitudinal direction of 
20 the ribbon wound on the drum, while holding said drums 
(35, 36) in a non-roycating state. 



15. The device foy producing a body ply material for a 
pneumatic tire acctording to any one of claims 10 to 13, 

25 wherein said wrapper cutting mechanism (44) is configured 
to move the cutuer (159) disposed corresponding to said 
drums (35, 36) /for movements into contact with and away 
from the drums in a direction parallel with the axial 
direction of /the drums, and slowly pivoting said drums 

30 (35, 36) to ^ut the wrapper along the gentle curve which 
is substantn.ally orthogonal to the longitudinal direction 
of the riblpon wound on the drum. 
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16. The device for producing a body ply matei?aal for a 
tire according to claim 13, wherein blade grooves (35c, 
36c) are provided in the outer peripheral soirfaces of said 
drums (35, 36) for cutting said wrapper (fO) along a 
gentle curve which is substantially orthogonal to the 
longitudinal direction of the ribbon wound on the drum, 
wherein a blade edge of said cutter (1Jd9) is guided by one 
edge of said blade groove (35a, 36a) yco cut the wrapper 
(40) . 



17. The device for producing a bqdy ply material for a 
tire according to any one of clad^ms 10 to 13 or 15, 
wherein said frame (32) comprises a body ply material 
peeling mechanism J/^T) for pee/ing the body ply material 
from said drum. 



18. The dev 
tire accord 
comprises 




r produciiig a body ply material for a 
y, wherein said frame (32) 
for receiving and supporting a body 



ply material peeled from the drum, said tray being 
transported to a direct/ion intersecting the axial line of 
the drum by a tray transporting mechanism (48). 
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19. The device for Producing a body ply material for a 
tire according to alaim 18, wherein said body ply material 
peeling mechanism /(47) is configured to transfer the body 
ply material on syaid tray (50) which is moving in a 
transporting diryection, while peeling the body ply 
material from tfiB drum in a rotating state, 

20. The devig^e for producing a body ply material for a 
tire accordii^Q to claim 10 or 11, wherein said drums (35, 
36) are disjSosed at a plurality of locations, and each of 
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said drums is configured to be switchable am9Tig a ribbon 
winding position, a ribbon bonding position/ a wrapper 
cutting position, and a body ply material peeling position 
by a position switching mechanism (34). 
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21. The device for producing a body ply material for a 
tire according to claim 10 or 11, wherein said drums (35, 
36) comprise a drum diameter changing mechanism (53) for 
enlarging and reducing outer diametyers thereof. 

22. The device for producing a body ply material for a 
tire according to cl'^im 20, commrising: 

a drum reversing/supporting mechanism (34) for 
rotatably suppo)?tir]/g the pair /of drums (35, 36) having the 
same outer diaffiet^jt, and fori/ed with blade grooves (35c, 



36c) , and fun 
for alternateT 
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ixng as a position switching mechanism 
^-ersmg/ said drums to two positions, 
wherein a ribbon is v/ound on the outer periphery of a 
drum placed at one positi/on by the drum 
reversing/supporting megrianism (34) to form a wrapper 
(40), and 

said wrapper (40)/ on the outer periphery of the drum 
reversed to the othei7 position by said drum 
reversing/supporting/ mechanism is cut along the blade 
groove of the drum yto form a body ply material. 



23. The device for producing a body ply material for a 
tire according tp claim 17, wherein said body ply material 
peeling mechanism (47) comprises a peeling tool (163) for 
30 partially peeling an edge of a cut body ply material, 

following cutt/ing of the wrapper, and a rotating peeling 
bar (175) entyering a gap (G) of the cut edge, formed by 
the peeling tool, to transfer the body ply material onto 
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the tray \{50) . ^ 

24. The device for producing a body ply material for a 
tire according to claim 13, wherein said wrapper cutting 
mechanism (4X4) comprises a roller (160) for pressing the 
wrapper aheaq of said cutter (159) . 
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25. The devic^ for producing a body ply material for a 
tire according uo claim 18, wherein said tray transporting 
mechanism (48) qpmprises a pressing force adjusting 
mechanism (201, ^02, 204, 214 ...) for adjusting a 
pressing force of\the tray to the drums. 

26. The device fon producing a body ply material for a 
tire according to cvLaim 22, wherein said ribbon winding 
mechanism JS^) is configured to perform a winding 
operatic^ -.fjor the drums in an outgoing stroke and a 

returni/ng stroke of lAeciprocal movements in a direction 



parall/el w . 



th the axial direction of the drums. 
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27. (The /de^O^ice for ppqducing a body ply material for a 
tire Vaofcordihsg to ^je^LairA 9, wherein said ribbon (39) is 
formed by transferring ^ cord (39a) made of a plurality of 
twisted filaments (39c) \through a twist-back member (311) 
in the longitudinal direction to twist back the respective 
filaments (39c) and f ormipredetermined spacings between 
the filaments, passing the cord (39a) in this state 
through a softened rubber \ to form a rubber layer (313) 
over the outer periphery o\f each filament (39c), and after 
the respective filaments (^9c) return to the original 
twisted state by their own \twisting stresses, passing a 
plurality of similarly fabricated cords (39a) arranged in 
parallel through a rubber exV:ruder to flatly coat a rubber 
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